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(54) A synchronous control system having automatic' cutting and printing registering functions 



(57) The present invention is intended to automati- 
cally adjust cutting and printing registers based on the 
detection of predetermined marks for different colors in 
a rotary press using a paper web.(W), thereby eliminat- 
ing the need for skills and reducing time for adjusting 
cutting registers. 

A driving reference setting section (13), a feedback 



signal output section (37,39), a mark detecting section 
(7), and a register correction value output section (8) are 
provided, and a control section (1) for controlling the 
driving section (3) of the printing mechanism (P) effects 
control so that the driving reference phase is synchro- 
nized with the feedback phase of the plate cylinder (PC) 
driven by each driving means (M). 
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Description 

BACKGROUND OF THE INVENTION 

[0001] The present invention relates generally to a 5 
synchronous control system for rotary presses having a 
registering function for adjusting cutting registration and 
at least longitudinal printing registration among longitu- 
dinal and across-the-width printing registration on a pa- 
per web, and more particularly to a synchronous control 10 
system for rotary presses for multi-color printing on a 
paper web with a plurality of printing mechanisms driven 
by independent driving means and cutting the multi- 
color printed paper web into predetermined printing inv 
age units with cutting mechanisms driven by independ- *5 
ent driving means, in which cutting registration and at 
least longitudinal printing registration among longitudi- 
nal and across-the-width printing registration on a paper 
web are adjusted by synchronously controlling inde- 
pendent driving means for printing and cutting mecha- 20 
nisms. 

PRIOR ART 

[0002] What can be considered a synchronous con- 25 
trol system for adjusting cutting registration and at least 
longitudinal printing registration on a paper web, among 
longitudinal and across-the-width printing registration, 
for a rotary press for performing multi-color printing on 
the web with a plurality of printing mechanisms driven 30 
by independent driving means, and cutting the multi- 
color printed web into predetermined printing image 
units with cutting mechanisms driven by independent 
driving means is disclosed in Japanese Patent Applica- 
tion Laid-Open No. 6(1994)-47905. ' 35 
[0003] Synchronous control system for similar rotary 
presses for adjusting at least longitudinal printing regis- 
tration among longitudinal and across-the-width printing 
registration on a paper web includes that disclosed in 
Japanese Patent Publication No. 2866071. to 
[0004] The synchronous control system for rotary 
presses disclosed in Japanese Patent Application Laid- 
Open No. 6(1994)-47905 has independent driving sec- 
tions (motors) for driven sections (cylinders) of printing 
units, and drive control systems for each of the inde- « 
pendent driving sections, and it discloses the sections 
are grouped into printing station groups. Some of the 
printing station groups are independentfrom each other, 
and receive their respective positional references via 
data buses allocated to the printing station groups. That so 
is, the printing station groups have their respective drive 
units; each drive unit is connected to a data bus to which 
a folding unit is connected and controlling the position^ 
ing of the individual driving sections for that printing sta- 
tion group and the relative positioning of the individual 55 
driving sections. 

[0005] A control/data processing unit as a high-order 
master device is connected to the data bus to which the 



drive unit is connected. This control/data processing unit 
performs the presetting of target values and target-value 
deviations, and the processing of actual values, thereby 
performing target-value control for different printing sta- 
tion groups in such a manner as to maintain coordination 
among the printing station groups and with the folding 
unit. 

[0006] In other words, this rotary press performs the 
control of operation for each motor of the printing station 
groups based on the control references given by the 
drive units and the high-order master device via drive 
control devices, taking into account the relations with 
the positional references received from the folding unit. 
[0007] The synchronous control system of rotary 
presses disclosed in Japanese Patent Publication No. 
2866071 has independent driving means for driving 
plate cylinders of a plurality of printing units provided for 
multi-color printing on a paper web, and controls the op- 
eration of the plate cylinders by the driving means by 
feeding back the operating state of the driving means to 
correct instruction values relating to the drive control us- 
ing the feedback signal. The synchronous control sys- 
tem also has a control section that reads predetermined 
marks printed the multi-color printing plate cylinders, de- 
tects and calculates shifts in printing images printed by 
the plate cylinders, and outputs signals corresponding 
to the shifts. When the instruction values are corrected 
by the feedback signals, as noted earlier, the instruction 
values are also corrected by the signals output by the 
control section, so that the shifts in the longitudinal dir. 
rection of the paper web with respect to printing images 
are automatically adjusted. 

[0008] The synchronous control system for rotary 
presses disclosed in Japanese Patent Publication No. 
2866071 has a plate cylinder axial adjustment mecha- 
nism for moving a plate cylinder in the axial direction so 
that the shifts in the across-the-width direction of the pa- 
per web with respect to printing images can be automat- 
ically adjusted. The operation of the driving means for 
the plate cylinder axial adjustment mechanism is con- 
trolled based on the signals relating to the axial adjust- 
ment of the plate cylinders output by the control section. 
[0009] Japanese Patent Application Laid-Open. N0.6 
(1 994)-47905 gives only a rough outline of the construc- 
tion and operation of the invention, and does not dis- 
close specific details of control. 
[001 0] For example as for the control of the position- 
ing of individual driving sections in the printing station 
groups and the control of the mutual positioning be- 
tween individual driving sections in relation to the posi- 
tional reference received from the folding unit, it is not 
disclosed clear for what and how the control is embod- 
ied. Even if the control is for correctly matching the mur 
tual relation of printing images, and for correctly control- 
ling the relation of the printing image and cutting/folding, 
it is not disclosed clearly how the control is embodied. 
[0011] Although the system disclosed in Japanese 
Patent Publication No. 2866071 is capable of automat- 
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ically adjusting printing registration on printing images, 
does not deal with the automatic adjustment of cutting 
registration. Cutting registration has therefore been ad- 
justed in the prior art by sampling printed matter after 
cutting, determining by visual inspection a printing im- 
age of a reference color or printing images of various 
other colors on the sampled printed matter, and adjust- 
ing cutting registration, that is, the relationship between 
the cutting positions and the printing images. This work 
has involved considerable degrees of skill and time, and 
a relatively large amount of spoilage has been produced 
during visual registration adjustment. 
[0012] The present invention makes it possible, in a 
rotary press using a paper web, to automatically adjust 
both cutting registration where the web cutting position 
by a folding unit or sheeter is adjusted to a proper posi- 
tion with respect to the printing position, and printing reg- 
istration where accurate superimposition of printing im- 
ages of different colors is maintained in multi-color print- 
ing, based on the detection of predetermined register 
marks of different colors printed together with the print- 
ing images of various colors. The present invention is 
also intended to eliminate the need for skill, reduce time 
for cutting registration, and minimize spoilage involved 
with this work. 

SUMMARY OF INVENTION 

[0013] It is an object of the present invention to solve 
the problems inherent in the prior art. 
[0014] It is another object of the present invention, in 
a rotary press using a paper web, to continuously per- 
form the automatic adjustment of both cutting registra- 
tion where the web cutting position by a folding unit or 
sheeter is adjusted to a proper position with respect to 
the printing position and printing registration where ac- 
curate superimposition of printing images of various 
colors is maintained in multi-color printing, based on the 
detection of predetermined register marks. 
[0015] It is a further object of the present invention to 
eliminate the need for skill and reduce time for both cut- 
ting and printing registration, thereby reducing spoilage 
involved with cutting and printing registration. 
[0016] The present invention calculates a difference 
in length between the actual cutting position on a paper 
web and the correct cutting position on the web when 
the register mark is detected in the state where the driv- 
ing means are synchronously controlled in accordance 
with the driving reference, based on the relationship of 
the length of the web between a predetermined correct 
position on the web and the actual cutting position of a 
cutting mechanism, and determines a cutting registra- 
tion value for adjusting the driving reference phase and 
presets the value in a register correction value output 
section. In this state, the driving reference setting sec- 
tion is actuated. 

[0017] A control section then receives a driving refer- 
ence, and also receives a feedback signal in accord- 



ance with a driving reference speed and a driving refer- 
ence phase in the driving reference received, thereby 
operating the rotary press by actuating the driving 
means while confirming the driving state. 

5 [0018] As the rotary press is operated, the printing 
mechanism prints a register mark, which is detected by 
a mark detecting section. Upon detection of the mark, 
the mark detecting section outputs a detection signal. 
[0019] As the driving reference setting section is op- 

1Q erated, the rotary press is also operated and the mark 
detecting section outputs a detection signal, the register 
correction value output section receives a driving refer- 
ence phase, adjusts the driving reference phase with the 
cutting registration adjustment value, registers the value 

15 obtained by adjusting the driving reference phase with 
the cutting register correction value, set the registered 
value as a cutting register correction value, and trans- 
mits the cutting register correction value as a register 
correction value to the control section of the printing 

20 mechanism. Furthermore, a shift between the correct 
position of the mark and the actual position with respect 
to the reference mark is obtained as a printing register 
correction value. 

[0020] Upon receipt of the register correction value 

25 from the register correction value output section, the 
printing mechanism control section corrects the driving 
reference phase with the register correction value to ob- 
tain a corrected driving reference phase, replaces the 
driving reference phase with the corrected driving refer- 

30 ence phase, and operates the driving means in accord- 
ance with the driving reference speed and the corrected 
driving reference phase, while receiving feedback sigr 
nals to confirm the drivi ng state. The cutting mechanism 
control section operates the driving means in accord- 

35 ance with the driving reference speed and the driving 
reference phase, while receiving feedback signals to 
confirm the driving state as before. 
[0021] Along with this drive control, the rotational 
phase of the printing mechanism is corrected with re- 

40 spect to the rotational phase of the cutting mechanism, 
the actual cutting position on the web agrees with the 
correct cutting position on the web, and the value ob- 
tained by adjusting the driving reference phase with the 
cutting register correction value at the point of time when 

45 the mark detecting section outputs a detection signal, 
output by the register correction value output section be- 
comes zero. Then, the register correction value output 
section replaces the previous register correction value 
involving only the cutting register correction value with 

so a new register correction value obtained by merging 
both the cutting register correction value and the printing 
register correction value, and transmits the replaced 
register correction value to the printing mechanism con- 
trol section. 

55 [0022] Upon receipt ofthe new register correction val- 
ue involving both the cutting and printing register cor- 
rection values from the register correction value output 
section, the printing mechanism control section corrects 
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the previous corrected driving reference phase with the 
new register correction value into a new corrected driv r 
ing reference phase, replaces the corrected driving ref- 
erence phase with the new corrected driving reference 
phase, and operates the driving means in accordance 5 
with the driving reference speed and the new corrected 
driving reference phase while receiving feedback sig- 
nals to confirm the driving state. The cutting mechanism 
control section, on the other hand, operates the driving 
means in accordance with the driving reference speed »o 
and the driving reference phase while receiving feed- ; . 
back signals to confirm the driving state as before. 
' [0023] With this drive control, the rotational phases of 
the printing mechanisms of other marks are corrected 
with respect to the rotational phase of the printing mech- <5 
anism of the reference mark, and thereby the positions 
of other marks with respect to the reference mark printed 
on the web agree with their respective correct positions. 
[0024] The control section thereafter continues con- 
trol to operate the'driving means in accordance with the 20 
driving reference speed and the new'cbrrected driving 
reference phase while receiving feedback signals to 
confirm the driving state. 

BRIEF DESCRIPTION OF THE DRAWINGS 25 
[0025] 

FIG. 1 is a diagram of assistance in explaining a. 
rotary press in an embodiment of the present inven- 30 
tion. 

FIG. 2 is a diagram of assistance in explaining a 
master control section. '. 
FIG. 3 is a diagram of assistance in explaining a 
slave control section corresponding to a driving 35 
means of the printing mechanism. : 
FIG. 4 is a diagram of assistance in explaining a 
slave control section corresponding to a driving 
means of a cutting mechanism (a pair of a folding 
cylinder and a saw cylinder of a folding unit in this 40 
embodiment). 

FIG. 5 is a diagram of assistance in explaining a 

register correction value output section. 

FIG. 6 is a diagram of assistance in explaining a 

control range designation message and a response 45 

message. 

FIG. 7 is a diagram of assistance in explaining. a 
control message for the integrated value of a speed 
setting section and a phase setting section, 
f FIG. 8 is a diagram of assistance in explaining a so 
control message of a register correction value put- 
put and transmitted by the register correction value 
output section. 

FIG. 9 is a diagram of assistances explaining a 
cutting register adjustment value. 55 



BEST MODE FOR CARRYING OUT THE INVENTION 

[0026] In the following, an embodiment of the present 
invention will be described with reference to the accom- 
panying drawings. 

[0027] FIG. 1 is a diagram of assistance in explaining 
a rotary press in an embodiment of the present inven- 
tion. 

[0028] FIG. 1 shows a rotary press comprising print- 
ing units CT1 , CT2, CT3, CT4 and CT5 each having four 
printing mechanisms P, and a folding unit FD that is a 
cutting mechanism that cuts and folds a printed paper 
web W into predetermined printing images, to which the 
synchronous control system having automatic cutting 
and printing registration functions according to the 
present invention. 
' [0029] Each printing mechanism P of the printing units 
CT1, GT2, CT3, CT4 and CT5 has two sets of printing 
couples consisting of a blanket cylinder BC and a plate 
cylinder PC. Each printing couple is driven by a driving 
means M; the plate cylinder is driven via a transmission 
means GT and the blanket cylinder BC is driven via a 
transmission means (not shown) provided between the 
plate cylinder PC and the blanket cylinder BC. 
[0030] That is, each of the printing mechanisms P of 
the printing units CT1 , CT2, CT3, CT4 and CT5 is driven 
by an independent driving means M. The folding cylin- 
der FC of the folding unit FD is driven by a driving means 
M via a transmission means GT and other cylinders via 
a transmission means (not shown) provided between 
the folding cylinder FC and the other cylinders. There 
can be an arrangement where the transmission means 
GT is omitted, and the plate cylinder PC and the folding 
cylinder FC are directly driven by driving means M. 
[0031] The driving means M has slave control sec- 
tions 3 (#11~#18, #21~#28,. #31~#38, #41~#48, 
#51 ~#58, and #99) corresponding to the driving means, 
■ and a rotary encoder with Z phase 6 (incremental en- 
coder; hereinafter referred to as encoder) that outputs 
first pulse signals (hereinafter referred to as pulse sig- 
nals) of a quantity proportional to the amount of rotation- 
al angular displacement of the M, and a second pulse 
signal (hereinafter referred to as Z-phase pulse signal) 
for one turn of the driving means M. 
[0032] The slave control section 3 is connected to a 
network line 5 via a slave network connecting section 
31 , which will be described later with reference to FIG. 
3 (the state of connection between the slave control sec- 
tions 3 of #15~#18, #21~#28> #31~#38, #41~#48, 
#51 -#54, and #99 and the network line 5, which is the 
same as that of the slave control sections 3 of #1 1 ~#1 4, 
and #55~#54, is not shown in the figure). The network 
line 5 is connected to the master control section 1. 
[0033] Furthermore, mark detecting sections 7, 7 for 
detecting predetermined marks, such as register marks, 
printed on a paper web W are provided facing the top 
and bottom surfaces of the web W on the downstream 
side of the most downstream side printing mechanisms 
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P of the printing units CT1, CT2, CT3, CT4 and CT5, 
and register correction value output sections 8 connect- 
ed to a pair of mark detecting section 7, 7 and to the 
slave control sections 3 of the printing units CT1, CT2, 
CT3, CT4 and CT5 and the master control section 1 are 
provided. 

" [0034] The mark detecting sections 7, 7 are capable 
of individually detecting register marks printed on the 
web W by the plate cylinder PC of each printing mech- 
anism P, and the register correction value output section 
8 is capable of outputting a register correction value for 
each register mark detected individually. 
[0035] The register marks detected by the mark de- 
tecting sections 7, 7 are usually printed at locations not 
included in the normal printing images. In this embodi- 
ment, register marks should preferably be printed at lo- 
cations where there is no printing images in the longitu- 
dinal direction of the web, that is, on white margins on 
both sides or on the central folding zone. 
[0036] 'The network line 5 is formed into a loop, so that 
when any one of the network line 5 fails,, signal trans- 
mission between the master control section 1 and the 
slave control sections 3 of #11-^#18, #21~#28. 
#31 -#38, #41 -#48, #51~#58', and #99 can be main r 
tained using the other of the network line 5. 

" [0037] There can be a construction where a plurality 
of master control sections are provided in place of the 
master control section 1 ; each of the master control sec- 
tions has the functions of the master control section, 
which will be described later, and is usable by selectively 
changing over them.. 

[0038] A mechanism for adjusting printing registers in 
the across-the-width direction of the web (not shown in 
the figure) may be provided on the plate cylinder PC of 
each printing mechanism P. This web across-the-width 
direction printing register adjustment mechanism is pro- 
vided so as to adjust printing registers with an appropri- 
ate correction signal output by a register correction val- 
ue output section 8, which will be described later, 
[0039] FIG. 2 is a diagram of assistance in explaining 
the master control section 1 . In FIG, 2, an input control 
section 11, a driving reference setting section 13, a 
processing section 12, and a master network connect- 
ing section 17 are provided in the master control section 
1 . The driving reference setting section 1 3 has a master 
pulse signal output section 14, a speed setting section 
15, and a phase setting section 16. 
. [0040] The input control section 11 is capable of per- 
forming initial control to input set organization informa- 
tion, such as designation of printing units to be used dur- 
ing printing operation from the printing units CT1/CT2, 
CT3, CT4 and CT5, and performing operation control to 
input operation signals, such as start, acceleration/de- 
celeration, and stop. 

[0041] The processing section 12 prepares control 
range designation and other messages by organizing 
rotary press sets based on the set organization informa- 
tion input by the input control section 11 to prepare con- 



trol range designation and other messages, and is ca- 
pable of performing operation control instructed by the 
input control section 11 so that the organized sets can 
be synchronously controlled, and setting a driving refer- 

5 ence based on these operations. 

[0042] The master network connecting section 17 
transmits a control range designation message pre- 
pared by the processing section 12 and a control mes- 
sage relating to the driving reference set by the driving 

1Q reference setting section 13 to the network line 5, and 
receives a response message on response information 
sent by the slave control section 3 via the network line 5. 
[0043] The master pulse signal output section 14 out- 
puts a first master pulse signal proportional to a speed 

15 value set by the processing section 12 based on oper- 
ation signals, such as start, acceleration/deceleration 
and stop,' input by the input control section 11, and a 
second master pulse signal every time a predetermined 
number of the first master pulse signals are output. 

20 These first and second master pulse signals are signals 
having a frequency equal to the pulse signal output by . 
the encoder 6 provided corresponding to each driving 
means M and the Z-phase pulse signal output by the 
encoder 6 when the printing mechanism P is operated 

25 at a set speed. 

[0044] The speed setting section 15 sets a driving ref- 
erence speed for the driving means M based on the first 
master pulse signal output by the master pulse signal 
output section 14. 

30 [0045] The phase setting section 1 6 sets a driving ref- 
erence phase for the driving means M and the plate cyU 
inder PC as a driven component of the driving means M 
, based on the first and second master pulse signals out- 
put by the master pulse signal output section 14. 

35 [0046] FIG. 3 is a diagram of assistance in explaining 
the slave control section 3 corresponding toe the driving 
means of the printing mechanism. In FIG. 3, the slave 
control section 3 has a slave network connecting section 
31 that also serves as a driving reference receiving sec- 

40 tion, a driving reference speed signal output section 32, 
a register correction value registration section 45, a cor- 
rected driving reference phase signal output section 46, 
a register correction value receiving section 44, a feed- 
back signal receiving section 38, a feedback speed sig- 

45 nal output section. 39, a feedback phase signal output 
section 37, a phase difference detecting section 34, a 
phase difference signal output section 35, a first speed 
signal correction section 36, a second speed signal cor- 
rection section 40, and a motor driver 41. 

so [0047] The slave network connecting section 31 is a 
microcomputer having an interface that receives a con- 
trol range designation message comprising set organi- 
zation information sent by the master control section 1 , 
and a control message of the driving reference consist- 

55 ing of a driving reference speed and a driving reference 
phase via the network line 5, and transmits to the master 
control section 1 a response message acknowledging 
the receipt of the message from the master control sec- 
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tion 1 via the network line 5 as necessary. 
[0048] The register correction value receiving section 
44 receives a control message that is a register correc- 
tion value- transmitted by the register correction value 
output section 8 via a transmission line 95, and inputs 
the register correction value to the register correction 
value registration section 45. 

[0049] The register correction value registration sec-- 
tidn 45 registers a register correction value input by the 
register correction value receiving section 44, and can 
output it to the corrected driving reference phase signal 
output section 46. 

[0050] The driving reference speed signal output sec- 
tion 32 converts a driving reference speed in a control 
message into an. analog driving reference speed signal 
proportional to the speed value input by the input control 
section 11 and set by the processing section 12, and 
outputs it. 

[0051] The corrected driving reference phase signal 
output section 46 corrects the driving reference phase 
using the register correction value registered in the reg- 
ister correction value registration section 45 into a cor- 
rected driving reference phase and outputs it as a driv- 
ing reference phase in the form of an appropriate signal 
every time the driving reference phase of the control 
message is input. 

[0052] The feedback signal receiving section 38 re- 
ceives the pulse signal and Z-phase pulse signals out- 
put by the encoder 6 corresponding to the driving means 

M. 

[0053] The feedback speed signal output section 39 
calculates a value proportional to the rotational speed 
of the driving means M based on the pulse signal output 
by the encoder 6, and converts the calculated value into 
an analog driving speed signalproportional to the rota- 
tional speed of the driving means M and outputs it. 
[0054] The feedback phase signal output section 37 
detects a feedback phase of the driving means M, and 
the plate cylinder PC that is a driven component of the 
driving means M from the pulse signal and the Z-phase 
pulse signal output by the encoder 6, and outputs it in 
the form of an appropriate signal. . 
[0055] The phase difference detecting section 34 der 
tects a feedback phase difference of the plate cylinder 
PC with respect to the corrected driving reference phase 
from the corrected driving reference phase signal output 
by the corrected driving reference phase signal output 
section 46 and the feedback phase signal of the plate 
cylinder PC output by the feedback phase signal output 
section 37. 

[0056] The phase difference signal output section 35 
is a proportional integration amplifier that converts the 
difference detected by the phase difference detecting 
section 34 into an analog phase difference signal and 
outputs it. 

[0057] The .first speed signal correction section 36 
corrects the driving reference speed signal output by the 
driving reference speed signal output section 32 using 



a phase difference signal output by the phase difference 
signal output section 35. 

[0058] The second speed signal correction section 40 
corrects the first corrected speed signal corrected by the 

5 first speed signal output section 36 using a driving speed 
signal for the driving means M output by the feedback 
speed signal output section 39. 
[0059] The motor driver 41 "supplies driving power to 
the driving means M based on the second corrected 

'0 speed signal corrected by the second speed signal out- 
put section 40. 

[0060] Consequently, the slave cpntrol section 3 cor- 
responding to the driving means M of the printing mech- 
anism synchronously controls the corresponding driving. 

■15 means M so that the plate cylinder PC matches with the 
corrected driving reference phase. 
[0061] FIG. 4 is a diagram of assistance in explaining 
the slave control section 3 of #99 corresponding to the 
driving means M for the cutting mechanism (a pair of a 

20 folding cylinder FD and a saw cylinder in this embodi- 
ment). In FIG. 4, the slave control section 3 has a slave 
network connecting section 31 that also serves as a driv- 
ing reference receiving section, a driving reference 
speed signal output section 32, a driving reference 

25 phase signal output section 33, a feedback signal re- 
ceiving section 38, a feedback speed signal output sec- 
tion 39, a feedback phase signal output section 37,. a 
■ phase difference detecting section 34, a phase differ- 
ence signal output section 35, a first speed signal cor- 

30 rection section 36, a second speed signal correction 
section 40, and a motor driver 41 ... 
[0062] Among these components, those having the 
same reference numerals as the components of the 
slave control section 3 corresponding to the driving 

35 means. M of the printing mechanism described with ref- 
erence to FIG. 3 are the same construction and opera-, 
tion with those described above. Description of these 
components are therefore omitted here. 
[0063] The driving reference phase signal output sec- 

40 tjon 33 receives the driving reference phase of the con- 
trol message, and outputs it in the form of an appropriate 
signal every time the driving reference phase is input. ■ 
[0064] The feedback phase signal output section 37 
shown in FIG. 4 is essentially the same as the feedback 

45 phase signal output section 37 described with reference 
to FIG. 3, except that the feedback phase signal output 
section 37 of FIG. 4 detects the feedback phase of the 
driving means M, and the cutting operation section (the 
folding cylinder FC of the folding unit in this embodi- 

50 ment) that is a driven part of the driving means M from 
the pulse signal and Z-phase pulse signal output by the 
encoder 6, and outputs it in the form of an appropriate 
signal. 

[0065] The phase difference detecting'section 34 de^ 
55 tects the difference between the feedback phase of the 
folding cylinder FC and the driving reference phase from 
the driving reference phase signal output by the driving 
reference phase signal output means and the feedback 
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phase signal of the folding cylinder FC output by the 
feedback phase signal output section 37. 
[0066] Consequently, the slave control section 3 of 
#99 corresponding to the driving means M of the cutting 
mechanism (a pair of the folding cylinder FC and the 
saw cylinder of the folding unit in this embodiment) per- 
forms the synchronous control of the corresponding 
driving means M so that the folding cylinder FC matches 
with the driving reference phase. 
[0067] FIG. 5 is a diagram of assistance in explaining 
the register correction value output section 8. In FIG. 5, 
the register correction value output section 8 has a net- 
work connecting section 81 that also serves as a driving 
reference receiving section, a driving reference phase 
signal output section 82; a cutting register adjustment 
value registering section 83, a cutting register correction 
value output section 84, a cutting register correction val- 
ue registering section 85, a register correction value - 
processing section 86, a register correction value trans- 
mitting section 87, a mark position calculating section 
88 that is connected to the mark detecting section 7, a 
printing register correction value output section 89, a 
cutting register correction value determination section 

, 90, a cutting register matching detecting section 91, a 
first switch 92 for intermittently making and breaking the 
connection between the cutting register correction value 
output section and the cutting register correction value 
registering section 85, a second switch 93 for intermit- 

. tently making and breaking the connection between the 
cutting register correction value registering section 85 
and the register correction value processing section 86, 
and a third switch 94 for intermittently making and break- 
ing the connection between the printing register correc- 
tion value output section 89 and the register correction 
value processing section 86. 

[0068] Reference numeral 1 00 refers to a web across- 
the-width printing register correction signal output sec- 
tion that outputs a correction signal for adjusting printing 
register in the across-the-width direction of the web to 
a web across-the-width printing register adjustment 
mechanism. Since web across-the-width printing regis- 
ter adjustment using the web across-the-width printing 
register adjustment mechanism have no relations with 
the present invention, further description of it is omitted 
here. 

[0069] The network connecting section 81 that also 
serves as a driving reference receiving section is a mU 
crocomputer including the interface for receiving a con- 
trol range designation message comprising the set or- 
ganization information transmitted by the master control 
section 1 , and a control message of the driving refer- 
ence having a driving reference speed and a driving reU 
erence phase via the network line 5, and transmits a re- 
sponse message acknowledging the receipt of a mes- 
sage from the master control section 1 as necessary. 
The register correction value output section 8 does not 
require any driving reference speed of the driving refer- 
ence received by the network connecting section 81 . 



Consequently, the driving reference control message 
may lack the driving reference speed. 
[0070] The driving reference phase signal output sec- 
tion 82 receives the driving reference phase of the con- 
5 trol message, and outputs it in the form of an appropriate 
signal every time it is input, 

[0071] A cutting register adjustment value is set and 
registered in the cutting register adjustment value reg- 
istering section 83, and the cutting register adjustment 

10 value registering section 83 outputs it in the form of an 
appropriate signal. The cutting register adjustment val- 
ue used, here is a value for correcting the length of the 
paper web W from the positions being detected B1 and 
B2 at which the register marks are detected by the mark 

<5 detecting section 7 to the cutting position' C at which a 
pair of the folding cylinder FC and the saw cylinder as 
a cutting mechanism in such a manner that the length 
of the web W becomes integral multiples of the length 
of a predetermined printing image unit (that is, an inter- 

20 va| at which register marks are printed, or the cutting 
unit length). Consequently, the cutting register adjust- 
ment value may be the same value or a different value 
for register marks printed by any plate cylinders, de- 
pending on how the printing positions of the register 

25 marks are arranged in printing image setting, or how the 
register mark detecting positions for detecting the reg- 
ister marks are arranged. 

[0072] That is, as the outline is shown in FIG. 9 for 
convenience of explanation, the length L0 of the web W 

30 from the register detecting positions B1 and B2 for de- 
tecting the register marks to the cutting position C at 
. which the web W is cut by the cutting mechanism is di- 
vided by a length LC of a predetermined printing image 
unit, a length L2 obtained by adding or subtracting a 

35 length LM from a proper cutting position on the web W 
to the nearest register mark printing position to or from 
the remaining length L1 obtained from the divisional cal- 
culation is replaced with a length on the outer periphery 
of the plate cylinder PC of the printing mechanism P. 

'40 Further, the length L2 is replaced with the outer periph- 
eral of the plate cylinder of the printing mechanism P, 
and a value N obtained by replacing the number of pulse 
signals of the feedback signal output section 6 corre- 
sponding to the length of the outer peripheral or the 

45 number of pulse signal and the Z-phase pulse signal of 
the feedback section 6 is set as a cutting register adjust- 
ment value. This cutting register adjustment value is out- 
put in the form of an appropriate signal every time the 
driving reference phase signal output section 82 outputs 

50 a signal. 

[0073] When a register mark nearest to the cutting po- 
sition is printed on the upstream of the proper cutting 
position on the web W, the correction value N is set by 
subtracting the length LM from the remaining length LI, 
55 and when a register mark nearest to the cutting position 
is printed on the downstream of the proper cutting posi- 
tion on the web W, adding the length LM to the length L1 . 
[0074] Every time the driving reference phase signal 
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output section 82 outputs a driving reference phase sig- 
nal, the cutting register correction value output section 
84 adjusts the driving reference phase signal with the 
cutting register adjustment value of the cutting register 
adjustment value registring section 83, and the adjusted 
value is output in the form of an appropriate signal as 
the cutting register correction value for the plate cylinder 
PC that prints register marks every time the mark de- 
tecting section 7 detects a register mark. 
10075] The cutting register correction value register- 
ing section 85 registers the cutting register correction 
value output by the cutting register correction value out- 
put section 84 at a point of time when each register mark 
printed by the plate cylinder PC is detected by the cor- 
responding mark detecting section 7. When registering 
the register marks, the cutting register correction value 
registering section 85 maintains the registration of the 
previously registered cutting register correction value in- 
stead of updating the cutting register correction value 
■ so long as the difference between a cutting register cor- 
rection value being newly registered and the previously 
registered cutting register correction value does not ex- 
ceed a predetermined range. 

[0076] The cutting register correction value determi- 
nation section 90 checks the cutting register correction 
value registering section 85 to see if the cutting register 
correction value is updated, and outputs a cutting reg- 
ister correction value determination signal to change 
over the first switch 92 and the second switch 93 if the 
updating of the cutting register correction value has not 
been successively carried out a predetermined number 
of times. That is, the state of the system at the start of 
control, which will be described later, is changed over, 
the connection between the cutting range correction val- 
ue output section 84 and the cutting range correction 
value registering section 85 is cut off by turning "OFF" 
the first switch 92, and the cutting register correction val- 
ue registering section 85 is connected to the register 
correction value processing section 86 by turning "ON" 
the second switch 93. 

[0077] With this operation of the cutting register cor- 
rection value determination section 90, a value that is 
different for each register mark is determined and reg- 
istered. The cutting register correction value for each 
determined and registered register mark is a value that 
corrects the cutting register so that the length from the 
printing position A of the printing mechanism P printing 
each register mark to the positions B1 and B2 at which 
the marks are detected by the mark detecting sections 
7 and 7 becomes integral multiples of the printing image 
unit length. 

[0078] The register correction value processing sec- 
tion 86, when connected to the cutting register correc- 
tion value registering section 85 by turning "ON" the sec- 
ond switch 93, outputs the cutting register correction val- 
ue registered in the cutting register correction value reg- 
istering section 85 as a register correction value in the 
form of an appropriate signal. Every time a printing reg- 



ister correction value, which will be described later, is 
input, this printing register correction value and the cut- 
ting register correction value are merged into a register 
correction value, and outputs if in the form of an appro- 

5 priate signal. 

[0079] The register correction value transmitting sec- 
tion 87 transmits an appropriate register correction val- 
ue to the slave control section 3 of each printing mech- 
anism P among the register correction values output by 

10 the register correction value processing section 86 via 
a transmission line 95. 

[0080] The mark position calculating section 88, 
which is connected to the mark detecting section 7, cal- 
culates the barycentric position of each register mark 

15 printed by each printing mechanism P based on the de- 
tection signal of the mark detecting section 7, and out- 
puts it in the form of an appropriate signal. 
[0081] The printing register correction value output 
section 89 calculates how much the barycentric posi- 

20 tipns of other colors with respect to the barycentric po- 
sition of a predetermined reference register mark (the 
register mark for black, for example) deviate from the 
positions where the barycenters of the register marks of 
the other colors should originally be located based oh 

25 the signal output by the mark posit/on calculating section 
88, and the deviation obtained is output as a printing 
register correction value in the form of an appropriate 
signal. 

[0082] A cutting register matching detection section 

30 91 , which is connected to the cutting register correction 
value output section 84, outputs a cutting register 
matching signal to turn "ON" a third switch 94 when the 
cutting register correction value output by the cutting 
register correction value output section 84 at the time 

35 when the mark detecting section 7 detects each register 
■ mark falls within a predetermined range including "zero, 
" that is, when cutting register adjustment is completed 
as the cutting position on the paper web W almost 
agrees with the desired cutting position. When the third 

40 switch 94 is turned "ON" as the state at the start of con- 
trol, which will be described later, is changed over, the 
printing register correction value output section 89 is 
connected to the register correction value processing 
section 86, and the printing register correction value as 

45 an output value of the printing register correction value 
output section 89 is input into the register correction val- 
ue processing section 86 where it is processed as noted 
earlier. That is, the cutting register correction value and 
the printing register correction value are merged togeth- 

50 er. 

[0083] In the following, control by a synchronous con- 
trol system having cutting and printing register automat- 
ic adjusting functions according to the present invention 
will be described. 
55 [0084] First, a cutting register adjustment value is set 
in the cutting register adjustment value registering sec- 
tion 83. Although this cutting register adjustment value 
is determined in terms of design in such a manner as 
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described above, it is actually determined by taking into 
account errors caused in assembling printing units. 
[0085] The cutting register adjustment value is the 
same for all the register marks so long as the printing 
image setting is such that register marks printed by the s 
plate cylinders are printed at the same locations in the 
longitudinal direction of the web W, and the position of 
the mark detecting section 7 is set in such a manner as 
to detect marks at the same position in the web traveling 
direction on the web traveling path. 10 
[0086] in the foregoing, description was focused on 
the register correction value output section 8 having a 
construction where a cutting register adjustment value 
is set for each printing mechanism P in the printing units 
CT1 , CT2, CT3, CT4 and CT5 so that the cutting register « 
is adjusted on each printing mechanism P. If the plate 
cylinder of each printing mechanism P is set so that 
printing images on the printing mechanism P are in such 
a positional relationship that the printing images overlap 
each other by a shift falling within the range of 2 to 3 20 
millimeters when printing mechanisms of the printing 
units CT1 , CT2, CT3, CT4 and CT5 are driven in accord- 
ance with the driving reference, a cutting register adjust- 
ment value can be set for a printing mechanism P for 
printing a predetermined reference register mark, and 25 
cutting register adjustment can be carried out for each 
printing mechanism-P by a cutting register correction 
. value determined by a detection signal that detected the 
reference register mark printed by that printing mecha- 
nism P. 30 
[0087] Next, set organization information for desig- 
nating printing units and folding units to be synchronous- 
ly controlled in accordance with the driving reference of 
the master control section 1 during printing operation is 
input from the input control section 11 ofthe master con- 3s 
trol section 1 . For example, the set organization infor- 
mation for designating the printing units CT1 , CT2, CT3, 
CT4 and CT5 and the folding unit FD shown in FIG. 1 is 
input into the master control section 1 . 
[0088] With this input, the processing section 1 2 ofthe *o 
master control section 1 transmits a control range des- 
ignation message comprising ASCII codes to the slave 
control section 3 of #11 -#18, #21 -#28, #31 ~#38, 
#41 -#48, #51~#58, and #99 and the register correc- 
tion value output sections 8 of #01 -#05 via the master 45 
network connecting section 17 and the network line 5. 
[0089] FIG. 6 is a diagram of assistance in explaining 
a control range designation message and a response 
message. The control range designation message has 
a text sentence in which (i) "F" denoting that the mes- so 
sage is for designating a control range, (ii) "MCI" denot- 
ing the master control section 1 , and (iii) "CS 1 1 " through 
"CS58" and "CS99" denoting the node numbers of the 
slave control sections 3 (#1 1 ~#1 8, #21 ~#28, #31 -#38, 
#41 -#48, #51 -#58, and #99) for the printing couples 55 
and the folding unit that are included in the control range, 
(iv) "RC01 ," "RC02," "RC03," "RC04," and "RC05" de- 
noting the node numbers ofthe register correction value 



output sections 8 (#01 -#05) of the printing units CT1, 
CT2, CT3, CT4 and CT5 are inserted between a start 
code "STX" and an end code "ETX" ofthe message; the 
text sentence is followed by a block check "BCC," as 
shown in FIG. 6. 

[0090] Upon receipt of a control range designation 
message, the slave network connecting section 31 of 
the slave control section 3 or the network connecting 
section 81 ofthe register correction value output section 
8 transmits a response message acknowledging the re- 
ceipt of the control range designation message to the 
master control section 1 via the network line 5. The re- 
sponse message comprises "ACK" denoting that it is a 
response message, and its own code number indicating 
the responded slave control section 3 or the register cor- 
rection value output section 8. 

[0091] Upon receipt of the control range designation 
message, the first switch 92 of the register correction 
value output section 8 is brought to the "ON" state, and 
the second and third switches 93 and 94 thereof to the 
"OFF" state. 

[0092] Synchronous control operation is carried out 
first by changing over the input control section 11 ofthe 
master controi section 1 to the operation signal input en- 
abled state and inputting operation signals, such as 
start, acceleration/deceleration, and stop, from the input 
control section 11. 

[0093] As operation signals are input, the processing 
section 12 sets a speed value corresponding to the en- 
tered operation signals in the master pulse signal output 
section 14 ofthe driving reference setting section 13r 
With this, the master pulse signal output section 14 out-. 
puts a first master pulse signal corresponding to the set 
speed, and a second master pulse signal every time a 
predetermined number of the first master pulse signals 
are output. The first and second master pulse signals 
are those having frequencies equal to those ofthe pulse 
signal output by encoder 6, which is set corresponding 
to the driving means M, and the Z-phase pulse signal 
output by the encoder 6, when the rotary press is oper- 
ated at a set speed. 

[0094] As the master pulse signal output section 14 
begins outputting the aforementioned signals, the 
speed setting section 15 and the phase setting section 
16 ofthe driving reference setting section 13 integrate 
the pulse signals output by the master pulse signal out- 
put section .14. That is, the speed setting section 15 in- 
tegrates the first master pulse signals, which are cleared 
by the second master pulse signal. The phase setting 
section 16 integrates the first and second master pulse 
signals, and the integrated value of the first master pulse 
signals is cleared by the second master pulse signal, 1 
while the integrated value of the second master pulse 
signals is cleared every time the integrated value 
amounts to a predetermined value. 
[0095] The predetermined value at which the second 
master-pulse signal is cleared is predetermined based 
on the ratio of the revolution of the plate cylinder PC to 
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that of the encoder 6 that rotates together with the driv- 
ing means M. It is "four," for example, when the encoder 
6 rotates four turns for one turn of the plate cylinder PC, 
and "two" when the encoder 6 rotates two turns for one 
turn of the plate cylinder PC. 5 
[0096] The integrated value of the speed setting sec- 
tion 15 and the phase setting section 16 are transmitted 
as a control message at intervals of a predetermined 
time, 100 microseconds, for example, from the master 
network connecting section 1 7 to the slave control sec- 10 
tions included in the control range and the register cor- 
rection value output section 8 via the network line 5. 
[0097] FIG. 7 is a diagram of assistance in explaining 
a control message on the integrated Values of the speed 
setting section 15 and the phase setting sections 16. A '5 
control message, for example, has a text sentence in 
which (i) "P" denoting that this message is a driving ref- 
erence, (ii) "MC1" denoting the master control section 
1, (iii) "CS11"~"CS18," "CS21"~"CS28," 
"CS31'~:CS38," "CS41'~"CS48," "CS51/~"CS58," 20 
and "CS99" denoting the node numbers of the slave 
control section 3 (#11~#18, #21-#28, #31~#38, 
#41 ~#48 and #51 --#58, #99) of the printing couples 
and folding unit FD of the printing units that are included . 
in the control range, CT1/CT2, CT3, CT4 and CT5, (iv) 25 
"RC01 ." "RC02," "RC03," "RC04," and "RC05" denoting 
the node numbers of the register correction value output 
sections 8 (#01~#05) of the printing units CT1, CT2, 
CT3, CT4 and CT5, (v) 'V8," "V7,f "V6," and. "V5" de- 
noting the driving reference speed and "V4," "V3," "V2," so 
and "V1" denoting the driving reference phase are in- 
serted between a start code "STX" and an end code ' 
"ETX" of the message ; the text sentence is followed by 
a block check '-BCC," as shown in FIG. 7. Note that "V8" 
through "V1" use ASCII codes (hexadecimal numerals) 35 
"0" to "9," and "A" to "F," and the driving reference speed 
and phase comprise' four bytes, for example. These 
messages are transmitted to the network line 5 at the 
rate of 20 megabits per second. 

[0098] In the slave control section 3 of the printing «J 
mechanism P where a control message is received, the 
driving reference speed is input in the driving reference 
speed signal output section 32, and the driving refer- 
ence phase is input in the corrected driving reference 
phase signal output section 46 for further processing. In 45 
the driving reference speed signal output section 32 in 
which the driving reference speed is input, a value S1 
proportional to the speed value set by the processing 
section 12 is calculated using the following equation • 
where the currently input driving reference speed is set 5p 
as Y2, the driving reference speed input immediately be- 
fore it as Y1, and the predetermined time interval at 
which the master control section 1 sends the control 
message as T, and an analog signal corresponding to 
this .value S1 is output as a drive reference speed signal. 55 

si =(V2- Yi)rr. 



[0099] As the integrated value of the first master pulse 
signals of the speed setting section 15 is reset by the 
second master pulse signal, it may often happen that 
Y1>Y2, and as a result, S1 <0. In such a case, S1 is cal- 
culated using the following equation. 

S1 =(Ym + Y2-Y1)/T 

where Ym is the number of outputs of the first master 
pulse signals output during the period in which the two 
successive second master pulse signals are output, 
which is a predetermined value. 
[0100] The corrected driving reference phase signal 
output section 46 corrects the input driving reference 
phase with the registering value of the register correct 
tion value registering section 45 into the corrected driv- 
ing reference phase, and replaces the immediately be- 
fore corrected driving reference phase with the correct- 
ed driving reference phase of this time, and further out- 
puts the last corrected driving reference phase in the 
form of an appropriate signal, every time the driving ref- 
erence phase inputs. The registering value of the regis- 
ter correction value registering section 45 is hold "0" till 
the register correction value output section 8 outputs the 
register correction value of other than -0", which is ex- 
plained in the following. 

[0101] In the slave control section 3 of the folding unit 
FD where a control message is received, the driving refr 
erence speed is input in the driving reference speed sig- 
nal output section 32, and the driving reference phase 
is input in the corrected driving reference phase signal 
output section 46 for further processing. In the driving 
reference speed signal output section 32 in which the 
driving reference speed is input, a value S1 proportional 
to the speed value set by the processing section 12 is 
calculated using the following equation where the cur- 
rently input driving reference speed is set as Y2, the driv- 
ing reference speed input immediately before it as Y1, 
and the predetermined time interval at which the master 
control section 1 sends the control message as T, and 
an analog signal corresponding to this value SI is output 
as a drive reference speed signal. 

S1 =(Y2- Y1)/T. 

[0102] As the integrated value of the first master pulse 
signals of the speed setting section 15 is reset by the 
second master pulse signal, it may often happen that 
Y1>Y2, and as a result, S1<0. In such a case, S1 is cal- 
culated using the following equation. 

S1 =(Ym + Y2-Y1)/T 

where Ym is the number of outputs of the first master 
pulse signals output during the period in which the two 



19 



EP 1 167 035 A2 



20 



successive second master pulse signals are output, 
which is a predetermined value. 
[0103] In the driving reference phase signal output 
section 33 into which the driving reference phases are 
input, the previously entered driving reference phase is 5 
corrected with the currently entered driving reference 
phase every time the driving reference phase is entered, 
• and the latest driving reference phase is output in the 
form of appropriate signals. 

[0104] Aside from this, in the slave control section 3, 
a pulse signal and a Z-phase signal output by the en- 
coder 6 connected to the driving means M corresponds 
ing to each slave control section 3 are input into the feed- 
back signal receiving section 38, and the pulse signal • 
and the Z-phase pulse signal output by the encoder 6 '5 
and input into the feedback signal receiving section 38 
are processed in the feedback phase signal output sec^ 
tion 37 and the feedback speed signal output section 
39, respectively. 

[0105] The feedback phase signal output section 37 20 
integrates the pulse signals and the Z-phase pulse sig- 
nal output by the encoder 6, and outputs the integrated 
values in the form of appropriate signals as a rotational 
phase value for the driving means M, and the plate cyl-. . 
inder PC that is a driven part of the driving means M. 25 
During integration by the feedback phase signal output 
section 37, the integrated value of pulse signals is 
cleared by a Z-phase pulse signal, and the integrated 
value of the Z-phase phase signal is cleared every time 
the integrated value amounts to a predetermined value. 30 
The predetermined value at which the integrated value 
of the Z-phase pulse signal are cleared is predetermined .' 
based on the ratio of the rotation of the plate cylinder 
PC to that of the encoder 6 that rotates together with the 
driving means M. 35 
. [0106] The feedback speed signal output section 39 . 
integrates the pulse signals output by the encoder 6, cal- 
culates a value S2 proportional to the rotational speed 
of the driving means M using the following equation : 
. where the integrated value obtained every time the *Q 
slave network connecting section 31 receives a control 
message is set as Y4, the integrated value at the time 
when the immediately preceding control message is rer 
ceived as Y3, and the predetermined time interval at 
which the master control section 1 transmits control 45 
messages as T, and outputs an analog signal corre- 
sponding to this value S2 as a driving speed signal. 

S2 = (Y4-Y3)/r. • 5Q 

[0107] There can be a case where Y3 > Y4 and ac- 
. cordingly S2 < 0 when the integrated value of the pulse, 
signals on the feedback speed signal output section 39 
are reset by the Z-phase pulse signal. In such a case, 55 
S2 is calculated using the following equation. 



S2 = (Yn + Y4 - Y3)/T 

where Yn is the total number of pulse signal outputs gen- 
erated by the encoder 6 during the period when the pre- 
ceding and succeeding two Z-phase pulse signals, are 
output, or a predetermined value of the same number 
as the number of outputs Ym of the first master pulse 
signals needed for the second master pulse signals to 
be output. 

[0108] In the slave control section 3, drive power for 
the driving means M is corrected by the motor driver 41 
every time the slave network connecting section 31 re- 
ceives a control message. The details are as follows: 
[0109] The corrected driving reference phase signal 
output section 46 corrects the received driving reference 
phase with the registered value of the register correction 
value registering section 45 into a corrected driving ref- 
erence phase, and outputs a corrected driving reference 
phase signal every time the slave network connecting 
section 31 receives a driving reference in a control mes- 
sage, as described above. The corrected driving refer- 
ence phase signal is input Into the phase difference de- 
tecting section 34. The rotational phase value of the driv? 
ing means M, and the plate cylinder PC that is a driven 
part of the driving means M output by the feedback 
phase signal output section 37 is input into the phase 
difference detecting section 34 in the form of a feedback 
phase signal. 

[0110] The phase difference detecting section 34 cal-" 
culates a difference between the corrected driving ref- 
erence phase and the rotational phase of the driving 
means M, and a difference between the corrected driv- 
ing reference phase and the rotational phase of the plate 
■ cylinder PC that is a driven part of the driving means M, 
based on the corrected driving reference phase signal 
and the feedback phase signal every time a corrected 
driving reference phase signal is input, and outputs the 
calculated difference into the phase difference signal 
output section 35 that is an integration amplifier. With 
this, the phase difference signal output section 35 out- 
puts an analog signal corresponding to the difference 
as a phase difference signal. 

[0111] Every time the slave network connecting sec- 
tion 31 receives a driving reference included in a control 
message, the driving reference speed signal that is out- 
put by the driving reference speed signal output section 
32 is corrected with the phase difference signal in the 
first speed signal correcting section 36 into a first cor- 
rected speed signal, and then further corrected in the 
second speed signal correcting section 40 with the driv- 
ing reference speed signal indicating the driving speed 
of the driving means M output by the feedback speed 
signal output section 39 into a second corrected speed 
signal. The second corrected speed signal is input into 
a motor driver 41. '' 

[0112] The motor driver 41 into which the second cor- 
rected speed signal is in put corrects the drive power be- 
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ing supplied to the driving means M so as to match with 
the second corrected speed signal. 
[0113] With the above control, the plate cylinder PC 
... of each printing mechanism P that is within the control 

.. range of the master control section 1 is synchronously 5 
controlled so as to be driven in such a manner as to 
match with the corrected driving reference phase and 
the driving reference speed, whereas the folding cylin- 
der FC in the folding unit FD that is a cutting mechanism 
is synchronously controlled so as to be driven in such a 10 
manner as to match with the driving reference phase 
and the driving reference speed. 
[0114] Upon receipt of a control message from the 
master control section 1, on the other hand, the register 

• . correction value output section 8 sets a register correc- . <5 
tion value in the following manner, and transmits it to the 
slave control section 3 of the printing mechanism P. That 
is, in the register correction value output section 8 that 
receives the control message from the master control 
section 1 , the driving reference phase is input into the 2 Q 
driving reference phase signal output section 82 for fur- 
ther processing. 

[0115] The driving reference phase signal output sec- 
tion 82 into which the driving reference phaseis input, 
replaces the immediately preceding driving reference 25 
phase with the currently input driving reference phase ■ 
every time the driving reference phase is input, and out- - 
puts the latest driving reference phase in the form of an 
appropriate signal. 

[0116] Then, the cutting register correction value out- 30. 
put section 84 adjusts the latest driving reference phase 
with the cutting register adjustment value set and regis- 
tered in the cutting register adjustment value registering 
section 83, by subtracting the cutting register adjust- 
ment value from the driving reference phase, for, exam- 35 

: pie, to obtain a cutting register correction value every 
time the latest driving reference phase is input. Every 
time the mark detecting section 7, which will be de- 
scribed later, detects a register mark, the cutting register 
correction value output section 84 outputs in the form of 40 
an appropriate signal the cutting register correction val- 

. ue at that point of time as a cutting register correction 
value for the plate cylinder PC that prints the register 
mark. When the cutting register correction value ob- 
tained by subtracting the cutting register correction val- 45 
ue from the driving reference phase is smaller than "0", 
the number of outputs Ym (predetermined value) of the 
first master pulse signals output during a period in which 
the master pulse signal output section 14 outputs the 
two successive second master pulse signals is added 50 
to the cutting register correction value to obtain a new 
cutting register correction value. 
[0117] The cutting register correction value output by 
the cutting register correction value output section 84 is 
registered in the cutting register correction value regis- 55 
tering section 85 for each register mark, that is, for each 
plate cylinder PC that prints the register mark. 
[0118] The cutting register correction value registered 



in the cutting register correction value registering sec- 
tion 85 is determined as the cutting register correction 
value determination section 90 turns "OFF" the first 
switch 92 to discontinue the input of the cutting register 
correction value from the cutting register correction val- 
ue output section 83. The cutting register correction val- 
ue determination section-90 turns "OFF" the first switch 
92 and turn "ON" the second switch 93. 
[0119] By turning "ON" the second switch 93, the cut- 
ting register correction value registering section 85 is' 
connected to the register value processing section 86. 
The register correction value processing section 86 re- 
gards the cutting register correction value relating to 
each register mark registered in the cutting register cor- 
rection value registering section 85 as the register cor- 
rection value for the plate cylinder PC that prints the reg- 
ister marks, and transmits it to the slave control section 
3 of the corresponding printing mechanism P via the reg- 
ister correction value transmitting section 87. 
[0120] As described above, however, the second and 
third switches 93 and 94 remain, in the "OFF" state at 
the start of control with this system, while the register 
correction value processing section 86 receives no valr 
ues as the register correction value and the register cor- 
rection value output section 8 transmits the register cor- 
rection value of "0." The cutting register correction value 
registered in the cutting register correction value regis- 
tering section 85 is not stabilized in the initial stages of 
control for the above reasons because the traveling ten- 
sion exerted on the paper web W in the rotary press is 
not. stabilized at the start of control. Control is effected 
so as to transmit the register correction value of "0" at 
the start of control to wait until the cutting register cor- 
rection value is stabilized to a proper level. 
[0121] The slave control section 3 of the printing 
mechanism P to which the cutting register correction 
value has been transmitted as a register correction vak 
ue for the plate cylinder PC from the register correction ~ 
value output section 8 synchronously drives the plate 
cylinder PC with the aforementioned processing and 
control so as to match with the corrected driving refer^ 
ence phase by the cutting register correction value and 
with the driving reference speed as well. As a result, the 
timing at which the register marks printed by the plate 
cylinder PC are detected by the corresponding mark de- 
tecting sections 7 is almost agreed with each other, and 
the cutting position on the paper web W is almost agreed 
with the proper position at which the web is cut. That is, 
the cutting register correction value output by the cutting 
register correction value output section 84 at the time 
when the mark detecting section 7 has detected the reg- 
ister mark becomes "0" in the register correction value 
output section 8. 

[0122] When the cutting register correction value out- 
put by the cutting register correction value output sec- 
tion 84 at the time when the register mark has been de- 
tected by the mark detecting section 7 becomes "0", the . 
cutting register matching detecting section 91 detects it 
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and outputs a cutting register matching signal, and turns 
"ON" the third switch 94. 
• [0123] As the third switch 94 is turned "ON," the print- 
ing register correction value output section 89 is con- 
nected to the register correction value processing sec- 
tion 86, and the printing register correction value relating 
to the register mark is input every time the mark detect- 
ing section 7 detects the register mark. The register cor- 
rection value processing section 86 then merges the 
cutting register correction value registered in the cutting 
register correction value registering section 85 with the 
printing register correction value relating to the register 
mark, and transmits it as a register correction value for 
the plate cylinder that prints the register mark to the 
slave control section 3 of the corresponding printing 
mechanism P via the register correction value transmit- 
ting section 87. 

[0124] The slave control section 3 of the printing 
mechanism P, to which the register correction value out- 
put section 8 has transmitted the value to which the cut- 
ting register correction value and the printing register 
correction value were merged as a register, correction 
value for the plate cylinder PC, synchronously drives the 
plate cylinder PC with the aforementioned processing 
and control so as to match with the corrected driving ref- 
erence phase obtained by merging. the cutting register, 
correction value and the printing register correction val- 
ue, and with the driving reference speed as well. As a 
result, the register marks printed by the plate cylinders 
are printed exactly at proper locations with respect to 
the reference register mark. That is, printing images are 
printed by the plate cylinders of the printing mechanisms 
in an accurately superposed state. 
[0125] Transmission of register correction values 

. from the register correction value output section 8 to the 
slave .control section 3 of the printing mechanism P is 
carried out with control messages. 
[0126] FIG. 8 is a diagram of assistance in explaining 
control messages for register correction values to; be 
transmitted by the register correction value output sec- 
tion 8. A control message has a text sentence in which 
(i) "G" denoting that the message is concerned with a 
register correction value, (ii) "RC01" ("RC02," "RC03," 
"RC04," or "RC05," in this explanation FIG. 8 shows 
"RC01" only.) denoting the node number of the register 
correction value output section 8 of any of the transmis- 
sion sources #01~#05 ; and (iii) "CS11" ~ "CS18" 
("CS21" ~ "CS28," "CS31" ~ ",CS38," "CS41" ~ 
"CS48," or "GS51 ~ "CS58," in this explanation FIG- 8 
shows "CS11" - "CS18" only.) denoting the node num- 
bers of any slave control sections 3 (#11 ^-#18, 
#21 -#28, #31~#38, #41~#48, and #51~#58) for the 
printing couples of the printing units CT1, CT2, CT3, 
CT4 and CT5 that are destinations, and (iv) "V4," "V3," 
"V2," and "V1" denoting the register correction values 

. are inserted between a start code "STX" and an end 
code "ETX" of the message; and the text sentence is 
followed by a block check "BCC." Note that.'W through 



"Vr use ASCII codes (hexadecimal numerals) "0" to 
"9," and "A" to "F," and the register correction value in 
the message shown comprise four bytes, for example. 
These messages are transmitted to the transmission 
5 line 95 at the rate of 20 megabits per second. 

[0127] In the system of the embodiment shown in the 
figures, the printing mechanisms P and the folding unit 
FD that is a cutting mechanism, both included in the con- 
trol range of the master control section 1 , are driven in 
10 such a manner that both match with the driving refer- 
ence speed, the rotational phase of the plate cylinders 
of the printing mechanisms P is driven and turned so 
that the cutting register matches with the rotational 
phase of the folding cylinder FC of the folding unit FD 
that is the cutting mechanism. Further continuously, the 
rotational phase of the plate cylinder FC of each printing 
mechanism P is driven and turned so that the printing 
image of the plate cylinder PC printing the reference reg- 
ister mark overlaps correctly printing images printed 
with another plate cylinder PC. That is , the rotational 
phase is driven and turned for the printing registers to 
be matched each other. 

[0128] That is, synchronous control is accomplished 
with the present invention in which speed is matched 
with each other, and cutting register and printing register- 
are matched with each other. 

[0129] As described above, the present invention 
makes it possible, in a rotary press using a paper web, -' 
to continuously and automatically adjust cutting register 
to adjust the cutting position by the folding unit or the 
sheeter, for example, to the desired position with respect 
to the printing position, and printing register to adjust the 
state of superposition of printing images of each color 
in multi-color printing to the desired state, based on the 
detection of predetermined printing marks. Conse- 
quently, the present invention can eliminate the need for 
skills and reduce time in cutting and printing register ad- 
justment operations, contributing to a reduction in spoil- 
age caused in these operations. 



Claims 

1. A synchronous control system having automatic 
cutting and printing register adjusting functions for 
a rotary press comprising a plurality of printing 
mechanisms provided for multi-color printing on a 
paper web, at least one cutting mechanism for cut- 
ting the multi-color printed paper web into predeter- 
mined units of printing images; the printing mecha- 
nisms and the cutting mechanism being driven sep- 
arate driving means, and a control section for con- 
trolling the driving means, the improvement comr 
prising:' 

a driving reference setting section for setting a 
driving reference comprising a driving refer- 
ence speed and a driving reference phase, 
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a feedback signal output section for outputting 
a first pulse signal proportional to the amount 
of angular displacement caused by the rotation 
of the driving means, and a second pulse signal 
for one turn of the driving means, 
a mark detecting section for detecting a prede- 
termined mark printing by each printing mech- 
anism at a predetermined position, and 
a register correction value output section that 
can set and register a cutting register adjust- 
ment value based on the length of the paper 
web from the position at which the mark is de- 
tected by the mark detecting section to the cut- 
ting position by the cutting mechanism, and the 
cutting unit length, receive a detection signal 
from the mark detecting section and a driving 
reference phase from the driving reference set- 
ting section, using a value obtained by adjust- 
ing the driving reference phase with the cutting 
register adjustment value, adjust the driving 
reference phase at the time when the mark was 
detected by the mark detecting section with the 
cutting register adjustment value, set the ad- 
justed value as a cutting register correction val- 
ue, detect a shift in printing register of the other 
printing image with respect to a printing image 
that is a reference, set a printing register cor- 
rection value based on the shift, output a reg- 
ister correction value based on the cutting reg- 
ister correction value and the printing register 
correction value; 

the control section for controlling driving sec- 
tions of the printing mechanisms controlling so 
that a corrected driving reference phase ob- 
tained by correcting the driving reference 
phase with the register correction value is syn- 
chronized with a feedback phase of the plate 
cylinder driven by each driving means. 



a driving reference setting section for setting a 
driving reference comprising a driving refer- 
ence speed and a driving reference phase, 
a feedback signal output section for outputting 
a first pulse signal proportional to the amount 
of angular displacement caused by the rotation 
of the driving means, and a second pulse signal 
for one turn of the driving means, 
a mark detecting section for detecting a prede- 
termined mark printing by each printing mech- 
anism at a predetermined position, and 
a register correction value output section that 
can set and register a cutting register adjust- 
ment value based on the length of the paper 
web from the position at which the mark is de- 
. tected by the mark detecting section to the cut- 
ting position by the cutting mechanism, and the 
cutting unit length, receive a detection signal 
from the mark detecting section and a driving • 
reference phase from the driving reference set- 
ting section, using a value obtained by adjust- 
ing the driving reference phase with the cutting 
register adjustment value, adjust the driving 
reference phase at the time when the mark was 
detected by the mark detecting section with the 
cutting register adjustment value, set the ad- 
justed value as a cutting register correction val- 
ue, detect a shift in printing register of the other 
printing image with respect to a printing image 
that is a reference, set a printing register cor- 
rection value based on the shift, output a reg- 
ister correction value based on the cutting reg- 
ister correction value and the printing register 
correction value; 

the control section for controlling driving sec- 
tions of the printing mechanisms comprising : 



2. A synchronous control system having automatic 40 
cutting and printing register adjusting functions as 

set forth in Claim 1 wherein the control section is a 
slave control section subordinate to a master con- 
trol section; the master control section adapted to 
set and transmit a driving reference comprising a « 
driving reference speed and a driving reference 
phase. 

3. A synchronous control system having automatic 
cutting and printing register adjusting functions for so 
.a rotary press comprising a plurality of printing 
mechanisms provided for multi-color printing on a 
paper web, at least one cutting mechanism for cut- 
ting the multi-color printed paper web into predeter- 
mined units of printing images; the printing mecha- 55 
nisms and the cutting mechanism being driven sep- 
arate driving means, and a control section for con- 
trolling the driving means, the improvement 



a register correction value receiving sec- 
tion for receiving a register correction value 
from the register correction value output 
section, 

a register correction value registering sec- 
tion for. registering and outputting the reg- 
ister correction value received by the reg- 
ister correction value receiving section, 
a driving reference receiving section for re- 
ceiving a driving reference from the driving 
reference setting section, 
a driving reference speed signal output 
section for outputting a driving reference 
speed signal based on the driving refer- 
ence received by the driving reference re- 
ceiving section, 

a corrected driving reference phase signal 
output section for outputting a corrected 
driving reference phase signal obtained by 
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correcting the driving reference phase 
based on the driving reference received by 
the driving reference receiving section with 
a register correction value of the register 
correction value registering section, 5 
a feedback signal receiving section for re- 
ceiving a signal output by the feedback sig- 
nal output section, 

a feedback speed signal output section for 
outputting a feedback speed signal for driv- 1 Q 
ing means based on the first pulse signal 
received by the feedback signal receiving 
section, and 

a feedback phase signal output section for 
outputting a feedback phase signal for 15 
plate cylinders driven by the driving means 
based on the first and second pulse signals 
received by the feedback signal receiving 
section; 1 

' 20 

the control section generating a control signal 
by correcting the driving reference speed signal 
with a signal relating to a difference between 
the corrected driving reference phase and the 
plate cylinder feedback phase, and a feedback ?5 
speed signal, and controlling the driving of the 
rotary press with the control signal. 

4. A synchronous control system having automatic 
cutting and printing register adjusting functions as 30 
set forth in Claim 3 wherein the control section is a 
slave control section subordinate to a master con- 
trol section; the master control section adapted to 

set and a transmit driving reference comprising a 
driving reference speed and a driving reference 35 
phase. 

5. A synchronous control system having automatic 
cutting and printing register adjusting functions for 

a rotary press comprising a plurality of printing to 
mechanisms provided for multi-color printing on a 
paper web, at least one cutting mechanism for cut- 
ting the multi-color printed paper web into predeter- 
mined units of printing images; the printing mecha- 
nisms and the cutting mechanism being driven sep- 15 
arate driving means, and a control section for con- 
trolling the driving means, the improvement com- 
prising: 

a driving reference setting section for setting a so 
driving reference comprising a driving refer- 
ence speed and a driving reference phase, 
.a feedback signal output section for outputting 
a first pulse signal proportional to the amount 
of angular displacement caused by the rotation 55 
of the driving means, and a second pulse signal 
for one turn of the driving means, 
a mark detecting section for detecting a prede- 



termined mark printing by each printing mech- 
anism at a predetermined position, and 
a register correction value output section that 
can set and register a cutting register adjust- 
ment value based on the length of the paper 
web from the position at which the mark is de- 
tected by the mark detecting section to the cut- 
ting position by the cutting mechanism, and the 
cutting unit length, receive a detection signal 
from the mark detecting section and a driving 
reference phase from the driving reference set- : 
ting section, using a value obtained by-adjust- 
ing the driving reference phase with the cutting 
register adjustment value, adjust the driving ' 
reference phase at the time when the mark was 
detected by the mark detecting section with the 
cutting register adjustment value, set the ad- 
justed value as a cutting register correction val- 
ue, detect a shift in printing register of the other 
printing image with respect to a printing image 
that is a reference, set a printing register cor- 
rection value based on the shift, output a reg- 
ister correction value based on the cutting reg r 
ister correction value and the printing register 
correction value; 

the register correction value output section 
comprising: 

a driving reference receiving section for re- 
ceiving a driving reference from the driving 
reference setting section, 
a driving reference phase signal output 
section for outputting a driving reference 
phase signal based on a driving reference 
received by the driving reference receiving 
section, 

a cutting register adjustment value regis- 
tering section for registering and outputting 
a cutting register adjustment value, 
a mark position calculating section for cal- 
culating a barycentric position of each 
mark from a detection signal output by the 
mark detecting section, 
a printing register correction value output 
section for calculating a difference be- 
tween the barycentric positions of the other 
marks and what should be barycentric po- 
sitions for them with respect to the baryc- 
entric position of a predetermined refer- 
ence mark, and outputting the difference 
as a printing register correction value, 
a cutting register correction value output- 
ting section for obtaining an adjusted 
phase value by adjusting a signal output by 
the driving reference phase signal output 
section with a registered value of the cut- 
ting register adjusted value registering sec- 
tion, and outputting as a cutting register 
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correction value the adjusted phase value 
at the timing of mark detection for each ■ 
mark, 

a cutting register correction value register- ■ 
ing section for registering and outputting a 5 
cutting register correction value output by 
the cutting register correction value output 
section, 

a register correction value processing sec- 
tion for outputting as a register correction 1Q 
value a register value in the cutting register 
correction value registering section as it is, 
- or by merging a printing register correction 
value, 

a cutting register matching detecting sec-- *5 
tion for outputting a cutting register match- 
ing signal by detecting that the cutting reg- 
ister correction value output by the cutting 
register correction value output section be- 
comes "0", and connecting the printing reg- ?° 
ister correction value output section and 
the register correction value, processing 
section with the cutting register matching 
signal, and 

a correction value transmitting section for 25 
" transmitting a register correction value out- " 
put by the register correction value 
processing section to the control section; 

the control section for controlling the driving' ?o 
section of the printing mechanism controlling so 
. that a corrected driving reference phase ob- 
tained by correcting the driving reference 
phase with the register correction value is syn- 
chronized with the feedback phase of a plate 35 
cylinder driven by each driving means. 

6. A synchronous control system having automatic 
cutting and printing register adjusting functions as 

set forth in Claim 5 wherein the control section is a io 
slave control section subordinate to a master con- 
trol section; the master control section adapted to 
set and transmit a driving reference comprising a 
driving reference speed and a driving reference 
phase. 45 

7. A synchronous control system having automatic 
cutting and printing register adjusting functions for 
a rotary press comprising a plurality of printing 
mechanisms provided for multi-color printing on a so 
paper web, at least one cutting mechanism for cut- 
ting the multi-color printed paper web into predeter- 
mined units of printing images; the printing mecha- 
nisms and the cutting mechanism being driven sep- 
arate driving means, and a control section for con- 55 
trolling the driving means, the improvement com- 
prising; 



a driving reference setting section for setting a 
driving reference comprising a driving refer- 
ence speed and a driving reference phase, 
a feedback signal output section for outputting 
a first pulse signal proportional to the amount 
of angular displacement caused by the rotation 
of the driving means, and a second pulse signal 
for one turn of the driving means, 
a mark detecting section for detecting a prede- 
termined mark printing by each printing mech- 
anism at a predetermined position, and 
a register correction value output section that 
can set and register a cutting register adjust- 
ment value based on the length of the paper 
web from the position at which the mark is de- 
tected by the mark detecting section to the cut- 
ting position by the cutting mechanism, and the 
cutting unit length, receive a detection signal 
from the mark detecting section and a driving 
reference phase from the driving reference set- 
ting section, using a value obtained by adjust- 
ing the driving reference phase with the cutting 
register adjustment value, adjust the driving 
reference phase at the time when the mark was 
detected by the mark detecting section with the 
cutting register adjustment value, set the ad- 
justed value as a cutting register correction vah 
ue, detect a shift in printing register of the other 
printing image with respect to a printing image 
that is a reference, set a printing register cor- 
rection value based on the shift, output a reg- 
ister correction value based on the cutting reg- 
ister correction value and the printing register 
correction value; ■ 
the register correction value output section 
comprising: 

a driving reference receiving section for re- 
ceiving a driving reference from the driving 
reference setting section, 
a driving reference phase signal output 
section for outputting a driving reference 
phase signal based on a driving reference 
received by the driving reference receiving 
section, < • 

a cutting register adjustment value regis- 
tering section for registering and outputting 
a cutting register adjustment valued 
a.mark position calculating section for ca\- 
culating a barycentric position of each 
mark from a detection signal output by the 
mark detecting section, 
a printing register correction value output 
section for calculating a difference be- 
tween the barycentric positions of the other 
. marks and what should be barycentric po- 
sitions for them with respect to the baryc- 
entric position of a predetermined refer- 
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ence mark, and outputting the difference 
as a printing register correction value, . 
a cutting register correction value output- 
ting section for obtaining an adjusted 
phase value by adjusting a signal output by 5 
the driving reference phase signal output 
section with a registered value of the cut- 
ting register adjusted value registering sec- 
tion, and outputting as a cutting register 
correction value the adjusted phase value io 
at the timing of mark detection for each 
mark, 

a cutting register correction value register- 
ing section for registering and outputting a 
cutting register correction value output by »5. 
the cutting register correction value output 
section, 

a register correction value processing sec- 
tion for outputting as a register correction 
value a register value, in the cutting register 20 
correction value registering section as it is, 
or by merging a printing register correction 
. value, 

a cutting register matching detecting sec- 
tion for outputting a cutting register match- ?5 
ing signal by detecting that the cutting reg- 
ister correction value output by the cutting 
register correction value output section be- 
comes "0", and connecting the printing reg- 
ister correction value output section and . 3Q 
the register correction value processing 
section with the cutting register matching 
signal, and 

a correction value transmitting* section for 
transmitting a register correction value. out- 35 
put by the register, correction value 
processing section to the control section; 8. 

the control section for controlling the driving 
section of the printing mechanism comprising: to 

a register correction value receiving sec- 
tion for receiving a register correction value 
from the register correction value output 
section, 45 
a register correction value registering sec- 
tion for registering and outputting the reg- 
ister correction value received by the reg- 
ister correction value receiving section, 
a dri vin g reference receiving section for re- so 
ceiving a driving reference from the driving 
reference setting section, 
. a driving reference speed signal output 
section for outputting a driving reference 
speed signal based on the driving refer- 55 
ence received by the driving reference re- 
ceiving section, 

a corrected driving reference phase signal 



output section for outputting a corrected 
driving reference phase signal obtained by 
correcting the driving reference phase 
based on the driving reference received by 
the driving reference receiving section with 
a register correction value of the register 
correction value registering section, 
a feedback signal receiving section for re- 
ceiving a signal output by the feedback sig- 
nal output section, 

a feedback speed signal output section for - 
outputting a feedback speed signal from a 
driving means based. on a first pulse signal 
received by the feedback signal receiving 
section, and 

a feedback phase signal output section for 
outputting a feedback phase signal from a 
plate cylinder driven by the driving means 
based on first and second pulse signals re- 
ceived by the feedback signal receiving 
section; 

the control section for controlling the driving 
section of the printing mechanism generating a 
control signal by correcting a driving reference 
speed signal with a signal relating to a differ- 
ence between a corrected driving reference 
phase and a feedback phase from a plate cyl- 
inder, and controlling the driving means with the 
' control signal so that the corrected driving ref- 
erence phase obtained by correcting the driving 
reference phase with the register correction • 
value is synchronized with the feedback phase 
of a plate cylinder driven by each driving 
means. 

A synchronous control system having automatic 
cutting and printing register adjusting functions as 
set forth in Claim 7 wherein the control section is a 
slave control section subordinate to a master con- 
trol section; the master control section adapted to 
set and transmit a driving reference comprising a 
driving reference speed and a driving reference 
phase. 
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